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Work Order ID 54913 © 
January 5, 2010 9:26:38 AM 


Item ID: D206-642241 
Revision ID: 


Item Name: Replacement Skidtube 


Start Date: 05/01/2010 Start Qty: 1.0" ! 
Required Date: 18/01/2010 Req'd Qty: $70 


Reference: 


Accept 


NU" MEME 
AA QNID 


Cust Item ID... 
Customer: ` 5 


Approvals: 


Sequence ID/ 


a . ID 
Process Plan: — PIA mE Date:/Z- 7 -ØJ Tooling: 


. Date: _. SPC (Y/N): 


i Operation EDD j Set Up/ o 
Work Center ID Description Run Hours 
; Draw Nbr Revision Nbr l MUS 
. | D2650 Rev F i 
100 " p QUT |^ 000 — — mM 
ET Pa | 
|. pc Memo 0.00 
Document Control Photocopy bluefile & type labels per PPP D206-642-241 CHG0p27 
A o5 
110 0.00 
x à 
LIBRE BS 
| Skidtubes Memo : 0.00 
pr Skidtubes 1-Deburr Fwd edge of tube :2- Remove ridge on inside of Fwdedge of tube as 


HG 


Quality Controi 


QC6- Inspect dimensions to drawing 


per Dwg D2650 :3-Weld Fwd Cap as per Dwg D2650. Use aluminum rod. 

Grind D2647 to fit as required. »Pick:' ‘Qty Part Number. 

DescriptionBatch A/R Aluminum Rod MUASOL «s 
Mila 860 


0.00 
Sl 
0.00 


Memo 


Draw 
Number Rev. Code 


Page | 


sop AN 


Run Stare IN 
NE 


l Accept Reject Reject “Insp. NUS 


Qty Qty Number Stamp 


"a 


Wi atk P 


ko 


@ 


Dart Aerospace Ltd eo € 
WORK ORDER CHANGES 
PROCEDURE CHANGE 


Approval 


Chief Eng / Approval 


QC Inspector 


Part No: PAR s: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


owe ee Descri aM a on of NC Corrective Action Section B 


Es E E 
aM a A Initial Action Description Sign & Es C Chief E QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurancelapproved QA\NCRWO RevE 


ing Print 
January 7, 2010 10:54:09 AM 


Page lof 5 


Routing Seq ID/ “Work Center ID Tool Kit/Tape Std Process ID/ "Move Var. Outpl/ 


Yield Queue Setup Machine Labor 

Description/ Memo Description % Time Time Time Time Time Outpl. LT 

~ Item ID: D206-642241 —— Item Name: Replacement Skidtube — cd = =. S 2 
Routing Type: Production 

100 DC 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 

DOCUMENT 0.0000 0.0000 0.0000 0.0000 0.0000 

CONTROL LL LLLLLITTÓÓTO] | 1 1 .........L..LLLLLLLLLLLL mu 7 A mE 

Photocopy bluefile & type labels per PPP D206-642-241 CHG005 

: i Total for Routing Sequence | 100] : 0.0000 - 7 0.0000 — 0.0000 = 0.0000 0.0000 Seles 0.0000 

110 Skidtubes 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 

Skidtubes 0.0000 0.0000 0.0000 0.0000 0.0000 


1-Deburr Fwd edge of tube 


2- Remove ridge on inside of Fwd edge of tube as per Dwg D2650 CA 
l di aper. 
3-Weld Fwd Cap as per Dwg D2650. Use aluminum rod. Grind D2647 to fit as required. Sow P) 
Pick: 
Qty Part Number) Description Batch 

ARUO Aluminum Rod!'! 

4-Grind weld flush to cap on top surface only. 


5-Cut Aft end as per dwg 2650 from front of tube and Deburr 


6-Remove inner indexing ridge on Aft end of skidtube as per Dwg D2650 


7-Open holes for Aft end cap as per Dwg D2650 with £30 Drill Bit using DT8025. 
8-Drill pilot holes using Dt 8167. 


9-Locate DT8732 from inner Aft saddle hole & 3rd crossbolt hole. Insert D3286-1 doubler using DT8732 & D206-642-241-T1, then locating doubler off of 3/16" 
holes, cleco DT8732 & doubler leaving DT8732 for added support. 


10- Drill D3286-1 doubler rivet holes in tube using # 30 drill, spot drilling doubler at the same time. 
11-Working from the center out, drill # 30 holes into D3286-1 doubler. Cleco each hole as it is being drilled. Verify angle of holes to accommodate rivet heads. 


12-Remove 3/16" cleco's only and open GHW holes to 00.500" as per Dwg D2650 
13-Remove D3286-1 doubers, identify orientation, deburr, then attach them to the workorder 
14-Remove indexing edge using DT8741 as per Dwg D2650 


15-C'sink GHW rivet holes as per Dwg D2650 


Total for Routing Sequence | 110] : - , 90000 9.0000 ^^ 0.0000 0.0000 0.0000 


ote 


$ 


Routing Print 


i Work Center ID 


Tool Kit/Tape - 


“Std Process ID/ 


Queue 


Setup 


Machine 


Routing Seq ID/ Yield Labor 
Description/Memo Description Yo Time Time Time Time 
Ñ 120 ERN. M VIVUS UT Ogg 100.00% 0.0000. 0.0000 0.0000. 0.0000. 
QC6- Inspect 100.0095 0.0000 0.0000 0.0000 0.0000 
‘ dimensions to ] 
drawing Sredlolom 
M E ku "n 7 4 Total for Routing Sequence | 120] : . 0.0000 - 0.0000 — 0.0000 0.0000 
130 Skidtubes 100.0096 0.0000 0.0000 0.0000 0.0000 
Skidtubes - 0.0000. 0.0000 0.0000 0.0000 
1-Open crossbolt holes to 00.3125" 
2-Drill pilot holes using DT8028-3, then open to 00.297" as per Dwg D2650. Open Aft cap hole #6. Y (O /( /) ( 
3-Deburr tube and blow out chips from inside the tube 
EM Total for Routing Sequence [130] : — 0.0000 NI 0.0000 Lot 0.0000 0.0000 
140 HandFinish HandFinishl 100.0096 0.0000 0.0000 0.0000 0.0000 
Chemical 100.0096 0.0000 0.0000 0.0000 0.0000 
Conversion Coat y 
per QSIOOS 4.1 0€ to / ( //( 
"T "M = ... Total for Routing Sequence | 140] : 0.0000 0.0000 0.0000 0.0000 
150 QC QC3 100.0096 0.0000 0.0000 0.0000 0.0000 
QC3- Inspect Part 100.0096 0.0000 0.0000 0.0000 0.0000 
Finish EN y 
Total for Routing Sequence [ 150] : 0.0000 0.0000 0.0000 - 0.0000 
160 Skidtubes 100.00% 0.0000 0.0000 0.0000 0.0000 
Skidtubes 0.0000 0.0000 0.0000 0.0000 
1-Open holes to finished size as per Dwg D2650, D2650-3 Drilling Detail (without cutting fluid) 
2-C'sink crossbolt spacer holes as per Dwg D2650(without cutting fluid) Y (2/ ( (Y 
3-Deburr and blow out all chips from inside the tube 
: TR Total for Routing Sequence | 160] : 0.0000 pl 0.0000 0.0000 0.0000 
170 QC QC6 100.0096 0.0000 0.0000 0.0000 0.0000 
QC6- Inspect 100.0096 0.0000 .0000 0.0000 0.0000 
dimensions to 
drawing ^ foloc Y AS zt 
Total for Routing Sequence | 170] : 0.0000 0.0000 0.0000 0.0000 


Page 2 of 5 
Move  Var.Outpl/- 
Time Outp!. LT 
0.0000 0.0000 
0.0000 
0.0000 0.0000 
0.0000 0.0000 
0.0000 7 g 
0.0000 0.0000 
0.0000 0.0000 
0.0000 
. 0.0000 0.0000 
0.0000 0.0000 
0.0000 
0.0000 — 0.0000 
0.0000 0.0000 
0.0000 
0.0000 0.0000 
0.0000 0.0000 
0.0000 
0.0000 0.0000 


D 


Routing Print 
January 7, 2010 10:54:18 AM 


~ Rou i Work Center ID Tool Kit/Tape Std Process ID/- 7 


Queue 


Jj Cobdiz * 


Time 
0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


0.0000 
0.0000 


Routing Seq ID/ - Yield 
Description/Memo Description % Time 
180 a Skidtubes — Sew vp ET 100.00% 0.0000 
Skidtubes ____ 0.0000 
1-Locate, install and rivet doublers as per Dwg D2650. Micro-shave rivets as required 
2-Bond D2654-3 web in place as PAS Se Ensure holes line up-Allow\12 Hrs. cure-time before cutting 
Start Date:: JO > Jae /] Time - eo, & 
Finish Date: : iiTime:t i M oct 
! a 
Pick: Wh /e -QO/-// 
Qty ' 'Part Numberi .Descriptioni ‚Batch 
AR. Sikaflex-291:1 f 1.39 £ DL 
Sikaflex expire date::: YO ~e L- a, e l 
herit a ON e Total for Routing Sequence [ 180] : 0.0000 _ 
190 QC QCS 100.0096 0.0000 
QC5- Inspect part 100.0096 0.0000 
completeness to 
step on W/O l 
D a: 7 T _ Total for Routing Sequence | 190] : 0.0000 
200 Skidtubes 100.00% 0.0000 
Skidtubes 0.0000 


BE 10/01/14 


1-remove alodine from around hole and prepare for welding 


0.0000 


Setup 7 Machine | 


Time 


0.0000 


0.0000 


0.0000 
0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


Labor | 

Time 
0.0000 
0.0000 


0.0000 | 
0.0000 
0.0000 


00000 y 
0.0000 
0.0000 , 


2-Prep per QS! 005 and Insert D2649 crossbolt spacers. Weld as per QSI 004 and Dwg D2650. Remember to back drill each hole to 0.25" before welding the other 


side. Use aluminum rod. 
Pick: 
Qty: ¡Part Number: ‘Description: ¡Batch 


A/R: :: ¿Aluminum Rod! : aA A OF BL 19/91/12 
3-Grind welds flush as per Dwg D2650. -=== AY fe 91-1]. 


as required. 


AIR! 'SS Rod. ONE KE 19b l3 
5-Counterbore 5/16" x 0.750" deep except 7th hole from Aft end as per Dwg D2650. Deburr 


Z5 — HandFinish Eu 
HandFinishing 
Install D2680-041 Nut Plate as per Dwg D2650 


_ Total for Routing Sequence | 200] : 
100.0096 


W co MER 
AS 
0.0000 


. 0.0000 
0.0000 


Total for Routing Sequence [ 210] : 


f-ld 
SARA ro 


0.0000 
0.0000 


0.0000 


0.0000 


. 0.0000 
0.0000 
0.0000 


0.0000 


4-Using DT8733, insert (2) D3286-3 spacers as per QSI 004 and Dwg D2650. Remember to back drill each hole to 00.402" before welding other side. Use SS rod 


0.0000 
0.0000 
0.0000 


0.0000 


Move 


Time 


| 00000 


0.0000 


0.0000 
0.0000 
0.0000 


0.0000 


. 0.0000 


.0.0000 


0.0000 
0.0000 
0.0000 


0.0000 - 


Page 3 of 5 


Var. Outpl/ 
Outpl. LT 
- 0.0000 


0.0000 
0.0000 


0.0000 
0.0000 


0.0000 
0.0000 


0.0000 


Routing Print 
January 7, 2010. 10:54:19 AM 


Work Center ID 


Tool Kit/Tape 


Std Process ID/ 


Machine 


Routing Seq ID/ Yield Queue Setup 
Description/ Memo Description % Time Time Time 
20° TU ooo | QC9 100.0000 ^ 0.0000 0.0000 0.0000 
QC9- inspect visual — 100.0096 0.0000 0.0000 0.0000 
per QS1004- Fusion 
Welds Qc? -M oo 
"m T US UR E Total for Routing Sequence | 220] : 0.0000 0.0000 — MK 0.0000. 
230 QC QC5 100.00% 0.0000 0.0000 0.0000 
QC5- Inspect part 100.00% 0.0000 0.0000 0.0000 
completeness to 
step on W/O Selle y Qe 
AURI MEC _... Total for Routing Sequence | 230] : 0.0000 — 0.0000 . 0.0000 
240 HandFinish HandFinish2 100.00% 0.0000 0.0000 0.0000 
Pressure Wash per 100.00% 0.0000 0.0000 0.0000 
QS1005 4.3 NN Pus 
"CET p _ Total for Routing Sequence | 240] : 0.0000 0.0000 9.0000 
250 Powdercoat Powdercoat1 100.00% 0.0000 0.0000 0.0000 
White 100.00% 0.0000 0.0000 0.0000 
Gloss(Ref:4.3.5.1) 
per QS1005 4.3- 
Alum , 
STARTTIME: _((-00A 0% : 
OVEN TEMPERATURE: 3 20 (= 
FINISH TIME: LU 3 94e ) 
x 7 T ,. ., Total for Routing Sequence | 250] : 0.0000 0.0000 0.0000. 
260 QC QC3 100.0095 0.0000 0.0000 0.0000 
QC3- Inspect Part 100.0096 0.0000 0.0000 0.0000 
D Finish E 
"n mE y ¿O Or "OO Total for Routing Sequence | 260] : 0.0000 0.0000 0.0000 


Labor 

Time 
0.0000 
0.0000 


Page 4 of 5 
Move — Var. Outpl/_ 
Time Outpl. LT 
00000 0.0000 
0.0000 


Dro -S alla 


oce 


0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


0.0000 0.0000 
0.0000 0.0000 
0.0000 

a UIN. cer) OOD 
0.0000 0.0000 
0.0000 
0.0000 — 0.0000 
0.0000 0.0000 
0.0000 
0.0000 - 0.0000. 
0.0000 0.0000 
0.0000 
0.0000 - 0.0000 


Routing Print 


Page 5of 5 
January 7, 2010 10:54:24 AM _ E PUN p 
© RoutingSeq ID/ Work Center ID Tool Kit/Tape Std Process ID/ Yield Queue Setup Machine Labor Move Var. Outpl/ 
Description/Memo Description % Time Time Time Time Time Outpl. LT 
GRE ANA —. HandFinish - o 100006 0.000 0.0000 0.0000 00000 0.0000 0.0000 
HandFinishing 0.0000 0.0000 | 0.0000 4 0.0000 00000 /^ 
1- Install inserts & wearpads as pepyiwg D2922. Use a drop of Sikaflex inside insert holes before installing wearpad/wearplate. 
A/RELISikaflex-291L; 3 


Sikaflex expire date: 


2-Install D2651-3 O-Rings on D2651-1 plugs with Petroleum Jelly and install plugs as per Dwg D2650 (D2650-3 detail). Clean excess adhesiv&/ 


JO - 23 D., 


3-Install MS27039-4-06 Screw as per DEO 9153. 


4 -Install D2646 Aft Cap and seal with 25 Clean excess adhesive 
AIR. ISikaflex-29111 AG 
Sikaflex expire date: 


5 -Wing Walk as per Dwg.D2650-3 and QSI 005 4.4 


A/R Batch: C ., 
Batch: 
: St 
u Total for Routing Sequence [ 270] : 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
300 QC QC5 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC5- Inspect part 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
completeness to 
step on W/O o 
Total for Routing Sequence I 300| p 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
310 Packaging 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Packaging . . 0.0000 — 0.0000 | 0.0000 0.0000 | 0.0000 — : 
| Identify and pack for shipping as per PPP D206-664-241 
| Location: 
| PPP Rev: 
Total for Routing Sequence | 310] a 0.0000 0.0000 " 0.0000 0.0000. 0.0000 ORO 0.0000 
320 QC QC21 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC21- Final 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 


Inspection - Work 
Order Release 


_ Total for Routing Sequence [ 320] : 0.0000. . 0.0000 . ! 0.0000 0.0000 0.0000 0.0000 


0.0000 0.0000 0.0000 0.0000 


Total for Alternate Route [Production| of Item [D206-642-241|: 0.0000 0.0000 


pool 


P d 


Work Order ID 54913 
January 5, 2010 9:26:384M —— 


Item ID: 
Revision ID: 


D206-642-241 


EE UB 


Cust Item ID: — 
Customer: 


_ Date: | 
- Date: _ 


Draw | 
Number 


Item Name: Replacement Skidtube 
Start Date: Start Qty: 1.00. | | I 
Required Date: 18/01/2010 Req'd Qty: 1.00 5. HUN 
Reference: : 
Approvals: Process Plan: ou. Date __ . Tooling: 
e Date: _ SPC (Y/N): 

Sequence ID/ Operation m i = . Set Up/ 
Work Center ID Description Run Hours 
130 0.00 
TUAM nen 

Skidtubes Memo 0.00 
Skidtubes 1-Open crossbolt holes to 0.3125" i ¡2-Drill pilot holes using DT8028-3, then 

open to 00.297" as per Dwg D2650. Open Aft cap hole #6.: 3-Deburr tube and 
blow out chips from inside the tube 

140 Chemical Conversion Coat per QS1005 4.1 0.00 
COI 

HandFinish Memo 0.00 

Hand Finishing 

150 QC3- Inspect Part Finish 0.00 
MO 

QC 0.00 


Quality Control 


Memo 


Page 2 


acce ADO ION eo scc ANAND 


E DA 


EE 
Eu MAARN 


“Draw Plan Accept Reject Reject Insp. — 


Qty Number Stamp 


d U er. 


| HM. 


Q ze wf 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
QC Inspector 


Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR +: Fault Category: NCR: Yes No DQA: Date: _ 


uer Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B TOM 
Description of NC i m - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial ail entries 
HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 54913 


January 5, 2010 9: :26: 38 AM 


Item ID: 
Revision ID: 


D206- 642- 241 


A 


Accept 


LU Setup Star 


item Name: Replacerient Skidtube Stop 
Start Date: 05/01/2010 Start Qty: 1.00 A WM pe Cust Item ID: 
Required Date: 18/03, 2010 Req'd Qty: 1.00 A à Customer: 
Reference: E 
n PA ty eRe dran Rus. ae gis caudis t pose ME E CAES A Run Start 
Approvals: Process Plan: | . | Date . Tooling: In Date: T 
QC: _ A E Date - SPC (Y/N): |, . Date oOo o cc Sap 
Sequence ID) — d4 Operation i ^ Set Up) Draw Draw Plan Accept Reject - 
Work Center ID Description Run Hours Number Rev. Code Qty Qty 
0.00 
NID VES » 
kidtubes Memo 0.00 à 
Skidtubes 1-Open holes to finished size as per Dwg D2650, D2650-3 Drilling Detail l | 


Ne 
QC 


Quality Control 


NU UL 


Skidtubes 
Skidtubes 


(without cutting fluid): :2-C'sink crossbolt spacer holes as per Dwg 
D2650(without cutting fluid): :3-Deburr and blow out all chips from inside the 
tube 


QC6- Inspect dimensions to drawing 0.00 


2> ELEN 


Memo 0.00 
0.00 

Skidtubes 
Memo 0.00 


vn /1/ 


1-Locate, install and rivet doublers as per Dwg D2650. Micro-shave rivets as 
required 2-Bond D2654-3 web in place as per QS! 015. Ensure holes line 
up.Allow 12 Hrs. cure time before cutting. .Start 


—> Date: ¿O SLT Time: 300 Finish Date: tol | 
se Sic eflug 221 e^ 72 ep 
wep Dee OOA- HO 


Wa 


€ 


ETT 
1 Ju 


a 


pa 


bia 
IN 


Reject _ Insp. 
Number Stamp 


UN 


pw — fH /0-1- }/ 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
| DATE sver | PROCEDURE | PROCEDURECHANGE = Qty | NAE, Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


NCR: 


Corrective Penan. Section B 


e of NC Verification Approval El 
Chief Eng Chief Eng Date 


NOTE: Date 4 initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 54913 
January 5, 2010 9. 26: 38 A! AM 


Item ID: D206- 642 241 


Kan 


NU TN 
LL DI 


M Start 


Page 4 


DUUM 


Revision ID: 
Item Name: 
Start Date: 05/01 2010. 
Required Date: 18/01/2015, 


` Req'd Qty: 1.00 


Replacement St.idtube 


UI 
A 


„ Start Qty: 1.00 


Reference: 
: Approvals: Process Plan: _ Date 
QC:- a an cx Nu Date 
Sequence ID/ ^. Operation - i 
Work Center ID Description 


EA 
QC 


Quality Control 


200 


IRAM 


Skidtubes 
Skidtubes 


mum 


QC5- Inspect part completeness to step on W/O 


Memo 


Skidtubes 


Memo 


stoj TE m 
go Cust Item ID: 
P Customer: A 
Dee 2. A. e ERE A 
SEQUAE x ossis Date ae NE UU 
- Set Up/ HERR Draw Draw Plan | Accept “Reject Reject | Insp. 
Run Hours Number Rev. Code Qty Qty Number Stamp 
0.00 
0.00 /2 E efe fn 
S ula, 
6.00 
0.00 g 7 BE aah NG 


1-remove alodine from around hole and prepare for welding:12-1rsert D2649 
crossboit spacers. Weld as per QS! 004 and Dwg D2650. Remember to back 
drill each hole to 0.25" before welding the other side. Use aluminum 

rod.:. Pick: . QtyPart NumberDescriptionBat 


HandFinishing 


Memo 


0.00 


0.00 


Install D2680-041 Nut Plate as per Dwg D2650 


kc VA RT. LL 


Dart Aerospace Ltd 


WORK ORDER CHANGES | 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / 


Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


Description of NC — Corrective Acta" - -enuon B - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


> 


Work Order ID 54913 
January 5, 2010 9:26:38 AM — 


item ID: 
Revision ID: 
Item Name: 


Start Date: 


Reference: 


Approvals: 


Sequence ID 
Work Center ID 


NU 


Quality Control 


NIT 
QC 


Quality Control 


240 


MO 


HandFinish 


Hand Finishing 


D206-642-241 


05/01/2010 
Required Date: 18/01/2010 Rrg'd Qty: 


Process Plan: 
ac: 


| — Operation 


Replacement Skidtube 


Sta:t Qty: 


Date: 


Date: 


Description 
QC9- Inspect visual per QS1004- Fusion Welds 


Memo 


QC5- Inspect part completeness to step on W/O 


Memo 


Pressure Wash per QS1005 4.3 


Memo 


EE D 


Accept 


QC IO — Stcloky 


0.00 
e om dies 


0.00 


— m 


0.00 


Page 5 


sare JB 


Stop. (PAAAHIHAN 

| a 
stare II 
Stop 


AACE 


Qty 


A seso 
Cust ¿tem ID: 
Ceistomer: 
. Tooling: | Date: | — 
- SPC (Y/N): _ Date: | 
-” SetUp Draw Draw Plan 
Run Hours . Number Rev. Code Qty 
0.00 
ET Qc Sg — YP won 


j Accept i Reject | “Reject NG Insp. 


Number Stamp 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Apuna 
| pare | STEP | | PROCEDURECHANGE — | CHANGE Chief Eng / Approval 
Prod Mgr Spector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
| WORK ORDER NON-CONFORMANCE (NCR) 


(owe e BL | of NC Corrective Action Section B 


lici E Ed 
BL | A Initial Action Description Sign & lici [o Chief E Qc Ed 
Chief Eng Chief Eng Date 


NOTE: Date & initial ail entries 


HMFORMS'Quality Assurance\approved QANCRW O RevE 


Work Order ID 54913 


January 5, fecal 9: 26: 38 AM. 


Item ID: 
Revision ID: 
Item Name: Replacement Skidtube 
Start Date: 05/01/2010 Start Qty: LULU 
Required Date: 18/01/2010 Req'd og. ^ 00 A IN 
Reference: 
Approvals: Process Plan: ma Date _ Tooling: 
QC: "ES Date - SPC (YIN): 
Sequence ID/ i Operation m i Set Up/ D 
Work Center ID Description Run Hours 
250 White Gloss(Ref:4.3.5.1) per QS1005 4.3-Alum 0.00 
A 
MOOT OOl AN3)40 
Powdercoat Memo 
Powder Coating START TIME: 


NIU 


hum Control 


PITT 


HandFinish 


Hand Finishing 


D206- 642 24 " 


\ SO AVACFINISH TIME 


QC3- Inspect Part Finish 


Memo 


HandFinishing 


Memo 


1- Install inserts & wearpads as per dwg D2922. Use a drop of Sikaflex inside 


Sikaflex- 
:2-Install D2651- 


insert holes before installing wearpad/wearplate. ' 
291 Sikaflex expire date: 
3 OfRings on D2651-1 plugs with Petroleum 


E 


E [| M IM 


Cust Item En 
Custome% 


Date: 
Date: — 


Draw 


Number 


Draw Plan - 


Rev. Code 


Accept 


Qty 


NM UU MSS 


Stop 


Run Start 


Stop 


Reject 
Qty 


0.00 =) Al LÓ-O (- Z( GU Z 


IU, 00 fama > OVEN TEMPERATURE: 
BaF . 


0.00 KA Jo Q- Os 


0.00 


0.00 


o 


M oo 2. 


Ó- 


ZB 
TUTTI 


UBL ARM 
UAM 


“Reject | “Insp. 
Number Stamp 


Dart Aerospace Ltd 
W/O: WORK ORDER CHANGES 


Approval 
DATE STEP | | PROCEDURECHANGE = | PROCEDURECHANGE = Qty | Chief Eng/ Approval 
Prod Mgr si 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


a imn Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B EERE 
Description of NC — á — Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date 4 initial all entries 


` HAFORMS Quality Assurancelapproved QANCRWO RevE 


e 


Work Order ID 54913 
January 5, 2010 9- 26: M AM. M" 


NU E 


Hem ID:  D206-642241 sen AMAN setup stare 
Revision 1D: 
Item Name: Replacement Skidtube Stop 
Start Date: — 05/01/2010 Start Qty: 1.00 A Cust Item ID;,... 
Required Date: 18/01/2010 Req'd Qty: & So NIN Customer: à 
Reference: 
a A a CTS SS men RES mei m Run Start 
Approvals: Process Plan: _ Date _ Tooling: Date: — — |. 
Sto 
QC: E Date SPC (Y/N): Date dl 
Sequence ID/ Operation boc uM Set Up/ Draw Draw Plan - Accept Reject 
Work Center ID Description Run Hours Number Rev. Code Qty Qty 
0.00 
HandFinishing 
HandFinish Memo 0.00 NG 
Hand Finishing I-Instali D2646 Aft Cap and seal with Sikaflex. Clean excess adhesive 
A/RSikaflex-291 a343. :Sikaflex expire date: LO a) 3. - L O Q- ( 7 ) 
Wing Walk as per Dwg D2650-3 and QSI 005 4.4: Batch: An NEA 2 ^ CE PS 
290 QC3- Inspect Part Finish 00 
LEA ibus "- 
oc Memo 0.00 
Quality Control 
300 QCS- Inspect part completeness to step on W/O 


TH 


Quality Control 


2) Sullae 


Memo 9.00 


Page 7 


TOT 


LUI LIT 


HARI 


LLLI 
Reject Insp. 
Number Stamp 


DR, 
Hs 


Dart Aerospace Ltd ”. SS 
W/O: WORK ORDER CHANGES 


Approva 
DATE | STEP PROCEDURE CHANGE By Qty | Chief Eng/ Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


i. Corrective Action Section B DR 
Description of NC - — - Verification | Approval | Approval 
DATE | STEP S n A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:MFORMS Quality Assurancelapproved QANCRWO RevE 


t 


Work Order ID 54913 
January 5, 2010 9: mee 38 AM” 


Page 8 


pom 


hem ID:  D206-642241 E I UU seee MB 
Revision ID: 
vicc Me seo ANI 
Start Date: 05/01/2010 Start Qty: 1 00 e m ll Cust Item ID: | v 
Required Date: 18/01/2010 — Req'd Qty: 1.005, UBI Customer: $ $ 
Reference: : l i 

ME E tnu MERIT e e sos IN 
Approvals: Process Plan: | -— Date: — . Tooling: Date: — | 

QC: x lus. Date: — SPC(Y/N) Date: _ SE UM MAL [| 

Sequence ID/ “Operation. AA Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
310 0.00 
i AW Paagi [oa A 

Packaging Memo 0.00 
Misi pocos dbi Cc exo 
320 QC21- Final Inspection - Work Order Release 0.00 L 74 
NU /0 baby) 
ac Memo 0.00 . : 


Quality Control 


MF 


(0-2-4 


Dart Aerospace Ltd . 
AID WORK ORDER CHANGES 
Approval 
Prod Mar QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 


Part No: PAR +: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B y ic cation E E 


WS X of NC 
EA rd WS X A Initial Action Description Sign & ic C Chief E ac El 
Chief Eng Chief Eng Date 


NOTE: Date 8 initial all entries 


H:\fFFORMS\Quality Assurance\approved QANCRWO RevE 


Single-Level Bill 


January 7, 2010 11:02:10 AM ^ "'Pagelof2 
Criteria : Item ID: d206-642-241, All Product Families, A All Item n Types, A Categories, All Buyers/Planners, Effective Start Date: 1/0: 1071 10. O | 
Single Level Bill of Material Standard Report As of: 1/07/10 AS | l | 7 ; 
Parent Item ID D206- 642- 241 EE Unit Missi Bach mE Replacement Item ID Cep : | 
Item Name Replacement Skidtube 
Item m Item Name mE Replacement Item ID Qty/ Assy Unit Measure | Eff. Start Date mA i | 
BOM Type Production 
5503286-1 Doubler 2.0000 Each 12/05/09 (9474 4 2— m Hohl 
5502647 Cap 1.0000 Each 12105109 pusa Y U (O) l / aE 
5 D2600-1-160 Extrusion Round 3" 206 1.0000 Each Uoz10 aw ee M D n w417 | 
72026543 Web l 1.0000 Each oui peat ye 52 w A 
3cr3212-4-04 Cherry Rivet 52.0000 Each 1/01/08 | 
7902649 Cross Bolt Spacer 18.0000 — Each 12/0509 B HFA RE! ofo. 12 : 
™3D3286-3 Spacer 2.0000 Each 12/05/09 K HG. Fe AAB 
TN D2680-041 Nut Plate 1.0000 Each 12/05/09 75 M^ lal! f 
^ CR3212-4-03 Cherry Rivet 2.0000 Each 1/01/08 (A NOA BD Mia [ee | 
T CCR264583-3 Cherry Rivet b /o-0l -25. 2.0000 Each 10108 Gre REFS T, A tol ri. | 
™3D2646 Aft Cap BHS Jod / 1.0000 Each 12/05/09 z | 
7 »D2651-1 Plug H3 do 18 18.0000 | Each 12/05/09 /0-0 23. | 
“SAN960JD416 Washer S WHT 00463 J 113988 / 1.0000 Each 1/01/08 LL /6 "Ot ^25 | | 
(L2D26513 Qiang Gl 1p. 180000 Each 12/05/09 70-01-95. > 
Y Ms27039-1-08 Screw lib CAP sag. 960000 Each 1/01/08 pe (0-01-25. 
NS ALS4-1032-130 Insert |. HoSU 44, $400 Each 10108 Ag. /o-Ot-235. 
| NS M827039-4-06 Screw [0906 | y 10000 Each 1/01/08 /270t - 9, 
“SAN960JDIOL Washer [lo 985 Me, 46.0000 Each 1/01/08 4 10 :01 7 PS 


3537-1 Wearpad J; IR, 4d 4.0000 Each vono /0-0 [ - A S 


N 


Single Level,Bill of Material Standard Report Asof O 


Parent Item 1D D206-642-241 


1/07/10 


Unit Measure Each 


Replacement Item ID 


Item Name Replacement Skidtube 
ItemID Item Name 
2353734 | Wearpad 
D3535-13 Wearshoe 
D3536-13 Gasket 
D3535-21 Wearshoe 
D3536-21 Gasket 
D3535-33 Wearshoe 
D3536-33 Gasket 


January 7, 2010 11:02:10 AM 


3476] ( ww 
ó9 757 ^ 1000 
276l  / 10000 
K3 4, 1.0000 
37351 | 1000 
5 ( CY 3 / 1.0000 
51932 y 1090 
Sinalo Level Bill 


Replacement Item ID Qty/ Assy Unit Measure Eff. Start Date Eff. Stop Date 


Each 


Each 
Each 
Each 
Each 
Each 
Each 


| 1/07/10 
1/07/10 
1/07/10 
1/07/10 
1/07/10 
1/07/10 
1/07/10 


bt Jo-ol-? 


zi 


» 


Page 2 of 2 


8 7 6 5 
EJEA ioni iac 
TG 
AR sos  — jswomecassewmy — | 


[| ]x]|. joss SKIDTUBE ASSEMBLY 
ee CA SKIDTUBE ASSEMBLY 


| 18 [14 | 2 Josi PLUG 
[ 18 | 14 | 22 |nas 


O-RING 


[| D 
ro or ES I GREED Ta ALS (or AKS£-1032-130, ALS4-1032-130, 
| ALS7-1032-1 RE IaIeIm 


EE 
Pis 7 


MATERIAL: N/A 
FINISH: -CHEMICAL CONVERSION COAT PER DART QS 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QS] D05 4.3 
BLACK ANTI-SKID PAINT AS INDICATED TO 0.5 ABOVE LOCATION RIDGE PER 
DART GS! 005 4.4 
TOLERANCES: PER DART QS1 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX 
IDENTIFICATION: NONE 
WEIGHT: NA 
WELD PER DART QSi 004 
DAMAGE TOLERANCE ON FV/D BEND: 
THERE SHOULD BE NO VISIBLE WRINKLES JN THE BEND FROM THE GROUND TO A HEIGHT OF 5 INCHES ABOVE THE 
GROUND. (TIS ACCEPTABLE TO POLISH GUT GOUGES LIP FO 0.020 DEEP IN THE SENT PORTION OF THE TUBE. A 
MAXIMUM REDUCTION IN DIAMETER OF 0.150" IS ACCEPTABLE IN THE BENT PORTION OF THE TUBE. 
) BOND WEB INTO OUTER TUBE WITH SIKAFLEX-211/-293 ADHESIVE PER DART QS! 015 
J INSERT D2651-1 PLUG C/W D2651-3 O-RIMG IN HOLES MARKED 'P' (BOTH SIDES OF TUBE) 
)DRILL 20.297 FOR ALS7-1032-130 INSERTS USING TEMPLATE D18056-1 ON -1 TUBE, DT8056-3 ON -3 TUBE, DT8056-5 ON-5 
TUBE, AND DT8056-7 ON -7 TUBE. INSTALL INSERTS AFTER FINISH. 
} TOLERANCES ARE PER DART QSI 618 UNLESS OTHERM'SE NOTED 


8 7 6 5 


T€ 


SHOP die 
RETURN TO 
ENGINEERING 


UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 


WITHOUT NOTICE 


DRAWING UPDATED TO CURRENT STANDARDS. SHT 
$ ADDED. ALL SECTION ANO DETAR. VIEWS 
TRANSFERED TO SHT 6. SHT 1 IN PL PART 02649 OTY 
UPDATED. SHT 6 SECT C-C GRIND INSTRUCTIONS 

y DELETED FROM NOTE 7 (SEE NCR 239 


AJS 08.08.08 


| E | RMOVE CBORE, CHG DRILL, ADD CHAMFER | or | wow | 

CHANGE HOLE PATTERN AND FRONT END | ns | 97.1025 

| 8 [AS MANUFACTURED CHANGES — — — | ns | voez | 

== NEW ISSUE EN 87.03.24 
DESCRIPTION DATE 


PORT MADLOIK, VES. 


|o T uo DART AEROSPACE USA, ING | 
[oRAwN — ] AS |] 


CE — owemens 


ZE | 02650 
pemors | AA 


IDE APPR] A] 206607 SKIDTUBE ASSEMBLIES 


PATE E od 08.08 Muir 
TREN PETIECREVOME PITA ONT ARCÍA ER C BA 


3 1 


Dart Aerospace Ltd . 
W/O: WORK ORDER CHANGES 


Approval 


DATE | STEP PROCEDURE CHANGE E Chief Eng / 


Prod Mar 


Part No: PAR st: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


NCR: 
M Corrective Action Section B "EM 
Description of NC — - — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurancelapproved QANCRW O RevE 


6 5 £ 3 2 1 
63.85 13.50 | 
£3858 10.00 D I 
DETAIL s- 39.90 di ME 
ES | 5 HOLES @ 7.725 PITCH j M 1 1 És 
te: 6.500 i , 
| H : R3041 | 3.975 ` - | 2 P | i 
SSA ÓN $225 pd A] 

s a AREAS GIN SA A EE DES 2. = A 

CT. NM Me AS o] LL 1 

A ad NI | 

bs ON Enua SDE DETAIL A. 

D2654-1WEB 
pall 17 PL PER SIDE | DETAIL B. 
[6] 
ao 19.00.03 | 
79.4 TO BEND TAMGENT 
96.5 
D2650-1 BENDING/DRILLING DETAIL 
18 
DETAIL F FINISH HOLES PER DETAIL. D cos 
ABE 
ANTI-SKID PAINT DETAIL E ars 
3PL 
P P P 
D2650-1 ASSEMBLY/FINISHING DETAIL 
A 


“d 


Dart Aerospace Ltd i; * 


WORK ORDER CHANGES 


Approval Approval 


Prod Mar QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


"E Corrective Action Section B — 
Description of NC — - — - Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


68.56 
63.50 1 
53:500 


: ne 
C85 | 5.06 
a i 5 HOLES @ 7.725 PITCH gv la. ign 


: 2.00 TO 
~ NN 5225 WEB 
56 ee ee Sa BR GE oaa VD y 
EN A Jp 
DO NOT CBORE THIS HOLE, DETAIL A 
02654-3 WEB 2035 ON EITHER SIDE DETAIL &, 
7.06 NYA 
18 PL PER SIDE AT 21.007285 c 
474 
ae 87.0 TO BEND TANGENT 
104.1 
D2650-3 BENDING/DRILLING DETAR. 
B 
DETAIL F 
AS FINISH HOLES PER DETAIL B cas DETAIL E 
Se AE 
ANTISIGO PAINT 


3PL 


ie ets 


> FR E BLP RIL RELL Alert) t74 CLL DL ON a DD a PP LEA LLL DIL DLP POEL DO AO 
SS SS 


E A 


P 


cf 
| UNO SAGAS 
joson |] 0S | DART AEROSPACE USA, INC 
fora) AS | PORT HADLOCK, WA ^ 
[oec | UA REV F 
Decem 1  ZE passo ——Ó— 
A | me Sone 
locas. | PE] 206/407 SKIDTUBE ASSEMBLIES NTS 


DATE 08.08.08 e mE e rm 
. x 


D2650-3 ASSEMBLY/FINISHING DETAIL 


Dart Aerospace Ltd ^ 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 


Prod Mar QC Inspector 


Part No: — PARK: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ES ee BS V of NC Corrective Action Section B 


i Approval | Approval 
BS V A Initial Action Description Er na ES C Chief Eng QC Inspector 
Chief Eng Chief Eng Er 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurancelapproved QA\NCRWO RevE 


l r-R30k1 5 HOLES @ 7.725 PITCH 1023 p 


DETAIL AS úl, 
c86 £X. 
* 


17.950 
30.90 


WEB 


2.375 
15 PL PER SIDE 


D2654-5 WEB 


20.625 
THIS LOCATION ONLY 
BOTH SIDES 


DETAIL A 
C35 


1 174 


AE 100.3 TO BENG TANGENT 


117.4 


D2650-5 BENDING/DRILLING DETAIL 


FINISH HOLES PER DETAIL D 
C24 


ANTI-SKID PAINT 
2PL 45 e 


CX TP KR LY MRIS KATIE AP LL RRO PERE AKI KR OV RELL ERLE RK LL RRL URE L LER AUER LLERLUELLLBRELCS 


SS See ee EE E AO ERE E 


P 


D2650-5 ASSEMBLY/FINISHING DETAIL 


| DART AEROSPACE USA, INC 


foRAWN — | PORT HADLOCK, WA 

CHECKED — | 4 _ [DRAWING WO. REV. F 

MEG. APPR. e D2550 SHEET 4 OF 6 

|wrmowen | 4&7 fume SCALE 

[oE aper | —Mo 206/407 SKIOTUBE ASSEMBLIES NTS 

DATE DOPYRIGHT © FAT BY DART AEROSPACE AISA, INC 
03.08.08 TT MERE NN ENTRE MU 

i E MATTER ast PASAR uS, Wwe 


i 


Dart Aerospace Ltd s 
W/O: WORK ORDER CHANGES 


wo: | : 
Approval 
Ed STEP | | PRXEDRECHMANGE = CHANGE Chief Eng / Approval 
Prod Mgr nspector 


Part No: — PARK: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


owe UA a GE of NC Corrective Action Section B 


ee E E 
a GE A Initial Action Description es] & ee C Chief E QC E 
Chief Eng Chief Eng es] 


HMFORMS'Quality Assurancevapproved QA\NCRWO RevE 


D 
DETAIL A+ 
ces 
30:90 
5 HOLES @ 7 725 PITCH 
————— 
90.375 
Y 23 PL PER SIDE 
D2654-7 
WEB 20-025 
THIS LOCATION ONLY 
BOTH SIDES c 


17.1 
REF 


12415 TO BEND TANGENT 


1386 


D2650-7 BENDING/DRILL DETAIL 


TAIL F - 
A36 


FINISH HOLES PER DETAIL D c;« 


fall —SKID PAINT 


12.000 


D2650-7 ASSEMBLY/FINISHING DETAIL 


P 
RE 


—À——À DART AEROSPACE USA, ING | 


PORT HADLOCK, WA 


EN "AS 
EEN O SU O REV. F 
soar | RE os SHEETS OF 6 


APPROVED | AY mE SCALE 
pea l fi 3” | 206/407 SKIDTUBE ASSEMBLIES NTS 


€ 1557 EFT DAFT AERCIPACE USA, INC 


COPYRIGHT 
G8. 08. € AUISDCOUNBST S PIETE ANO COSPEENTAL ATA BURRO NG EXPOESS CONDITION THAT HIS 
ATS FL OR O OR EAT TO AMY OTER PERSON WITHOUT 
TTD PLC PDA De. 


2 ! 1 


Dart Aerospace Ltd M 
WORK ORDER CHANGES 


Approval." 
DATE ‘step | PROCEDURE | PROceDURE CHANGE = | PROCEDURECHANGE =| By | Date [oy Chief Eng / Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


oe rrecti i B 
Description of NC gorrec NG Acuan: ‘Section lcd | E 
Section A ee lcd C Chief | ac E 

ief Eng 


H:fFORMS\Quality Assurancelapproved QA\NCRWO RevE 


TO 0: 75: DEPTH 
RAD CUTE WALL 


DETAIL € ox 


Lo 
SAA ra 


apa 


iru SED, cid 


ENUBRGE TOUS S00 IN CABE: 
ENLARGE TO DUOS Th TUSE 
2PUPER SIGE 


DETAL Bo. 
SCALE BR C35 


07546 

RECAP 

DRILL. 85 
402305 REF 


j MOTIN- SOREW (15 


AÓOUSQJIOTO WASHER (1) 
2PL 


umm 


TO INSTALL 03266113. 


aa 


X, CHRAJFER HOLE 0.028 X43" ; 
2 XNBERT 02649 SPACER 1 
2. WELD INTO PLACE AND GRIND FLUSH 


1. GRIND OFF FLANGE IN AREA SHOWN, DDUELER CRORE pA, 
FLUSH WITH ROUND TUBE REE AFST-1036-129 b TORSTEN 
2. LOCATE & DRILL. 03286-1 DOUBLER REF ! 
USING DT32B5-111 
8. ENLARGE HOLES M D3285-1 TO 0.590 
4. ENLARGE HOLES IN TUBE TO 20.625 
ANO CHAMFER ROLE 0.030x45" DETAL D wee 3 
S. RIVET D3286-1 TO TUBE FOR DOSTS HOLES ONLY Be 3 
8. INSERT D3295-3 SPACER were 
AN WELD IN PLACE. SCALE 2X des 
l 
CUR2645532-5 RIVET 2 PL p 
7 M 
"SPT0394-05 SCREW (11 DETAL F NOTES: 


H 


ORIENTATION OF de 
D2680-041 
5 4 


1. OUT TUBE LEVEL 

2. REMOVE ROGE GN FWD SIDE 

3. (GRATE 00547 (TRIM AS NECESSARY) 

4. WELD 32947 INTFLACE PER DART 051004 
S. GRIND FLUSH 

6. RET G20309:5 MUT PLATE IN PLACE 


ARISIIDS 16 WASHER (15 ae | 
CR32124-03 RIVET 2PL : 
02320057 NUTPLATE (19 


NOTE: MARK THREADS IN D2680-04 C PRAIA j 


Eel E—1 RINGT “BKID TUBE ASSEMBLIES 


hos A tl O 1997 EY OIT AZROIALE LAOS 
“Fae Role SOS A OR CUNG CA BP TOES RA DO NT: 
BATEN PERICIA PI Aid AENA EAT 


'Dart Aerospace Ltd Si^ 


-— 


Approval 
Chief Eng / 
Prod Mgr 


Part No: PAR f: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


| = Corrective Action Section B ee 
Description of NC — - — : Verification | Approval | Approval | 
DATE |STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date i 


NOTE: Date & initial all entries 


H:MFORMS\Quality Assurance\approved QA\NCRWO RevE 


NO. at. 
AWS D17.1.2001 


QUALIFICATION TEST RECORD 


Name: 
Job number: y. » E 
Part number: PIK 3-5 al 

Description: Adi. -—x; 

Welding Process: Tig Mig[ ] 

Base materiel: No sisi 

Current: ACLA DC[ ] 


cales 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[ A fail[ ] 
Penetration: pass[. fail[ ] 
UNACCEPTABLE 

Cracks: pass[ fail[ ] 
Undercut: pass[/], fail ] 
Pin holes: pass[ 4 fail[ | 
Overlap (cold lap) pass[/]  fail[ ] 
Porosity (surface): pass[ Y fail[ ] 
Coloration: pass[/  fail[ J 


Qualifie_ 12 2d Sie ra Date of Test Coupon G9 1113 
DY Mm pi 
/ Z Date of Test Coupon 9. I fad fi 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMSVProduction'approved.prod. Welding Coupon.Rev.A 


